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1
ELECTRO-OPTIC MIRROR ELEMENT AND
PROCESS OF MAKING SAME

CROSS REFERENCE TO RELATED
APPLICATION

The present application claims the filing benefits of U.S.
provisional application Ser. No. 61/905,464 filed Nov. 18,
2013, which is hereby incorporated herein by reference in its
entirety.

FIELD OF THE INVENTION

The present invention relates generally to reflective ele-
ment assemblies for rearview mirrors of vehicles and, more
particularly, to electro-optic or electrochromic reflective
element assemblies and a method for manufacturing electro-
optic or electrochromic reflective element assemblies.

BACKGROUND OF THE INVENTION

Automotive electrochromic mirror reflective element cell
assemblies typically include a front substrate and a rear
substrate and an electrochromic medium sandwiched ther-
ebetween and contained within an interpane cavity. The
substrates are shaped as desired by the automobile manu-
facturer for a particular mirror design or application. For
example, an interior rearview mirror reflective element may
have substrates that are generally oval or trapezoidal in
shape and are formed to be approximately 20-26 cm long
and 5-8 cm tall or wide. Exterior mirror reflective element
assemblies are shaped differently and may have sharper radii
at the corners and may be flat or convex or aspheric,
depending on the particular application. The size of the
substrates for the exterior reflective element assemblies may
vary from about 7 cm by 7 cm to about 10 cm by 18 cm or
larger.

During manufacture and assembly of the reflective cell
element assembly, the respective front and rear substrates
are often cut or broken out as cut shapes from larger flat or
curved lites, typically glass sheets or lites. The individual
front and rear cut shapes or substrates are cleaned and then
coated with a conductive or semiconductive coating or
coatings that are reflective or transparent. After they are
coated, an uncured adhesive material, typically an uncured
epoxy material (often containing spacer beads, such as glass
beads or the like), is applied around the perimeter of one of
the cut shapes or substrates, and polymethylmethacrylate
(PMMA) beads are added at the substrate and inboard of the
epoxy material, and the other cut shape or substrate is
superimposed thereupon and spaced apart from the first cut
shape by the applied perimeter material. The uncured adhe-
sive material is then cured, such as by heating, to adhere the
shapes or substrates together and to space the substrates
apart a desired or appropriate or selected amount to define an
appropriate interpane cavity spacing. The substrates, so
adhered together and interspaced apart, form an empty cell
with an interpane cavity between the substrates and bounded
by the perimeter seal.

Next, an electrolyte or monomer composition is filled into
the cavity via an aperture (commonly known as a fill port or
plug hole) provided in the perimeter material or seal, such as
via a vacuum fill process. During the filling process, the
interpane cavity is in a vacuum and the empty cell is
disposed in a vacuum chamber. Thus, when the fill port is
placed in a source of electrochromic fluid, and the chamber
is pressurized or vented to atmosphere, the fluid is drawn up
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2

into the vacuumed interpane cavity to fill the cell. The beads
in the interpane cavity are required, at least for larger cells,
to avoid collapsing of the cell when the chamber is at a
higher pressure than the interpane cavity. After the cell is
filled and the port is plugged, the cell may be heated to
dissolve the beads, and the cell is cleaned to remove the
electrochromic fluid that is present at the surface of the cell
and around the fill port.

SUMMARY OF THE INVENTION

The present invention provides a method of making
automotive electrochromic reflective cell element assem-
blies for automotive rearview mirror assemblies, particularly
exterior rearview mirror assemblies, by providing a top
filling process, which fills the cell via gravity or via slightly
pressurized fluid. Optionally, aspects of the present inven-
tion may be suitable for application to other devices or cells
with filled interpane cavities, such as, for example, display
elements or devices (such as liquid crystal display devices)
and/or windows and/or the like.

These and other objects, advantages, purposes and fea-
tures of the present invention will become apparent upon
review of the following specification in conjunction with the
drawings.

BRIEF DESCRIPTION OF THE DRAWINGS

FIG. 1 is a plan view of a reflective element or cell with
fill port for filling the reflective element or cell in accordance
with the present invention;

FIG. 2 is a sectional view of the reflective element or cell
of FIG. 1,

FIG. 3 is a perspective view of a cell filling fixture with
a gravity fed crucible for top filling of the reflective element
cell in accordance with the present invention;

FIG. 4 shows views of a crucible for pressurized filling of
the reflective element or cell in accordance with the present
invention;

FIG. 5 shows top views of crucibles for filling of the
reflective element or cell in accordance with the present
invention; and

FIG. 6 shows a side view of a gravity fed crucible
showing the reservoir and a cell engaging portion that
partially receives a portion of the electro-optic cell therein
during the filling process.

DESCRIPTION OF THE PREFERRED
EMBODIMENTS

Referring now to the drawings and the illustrative
embodiments depicted therein, an electro-optic mirror
reflective element assembly or cell 10 (such as an electro-
chromic mirror reflective element or cell) for an interior or
exterior rearview mirror assembly of a vehicle includes a
first or front substrate or glass element 12 and a second or
rear substrate or glass element 14 (FIGS. 1 and 2). The rear
reflective element substrate 14 is spaced from front reflec-
tive element substrate 12, and the cell includes an electro-
optic medium, such as an electrolyte or monomer compo-
sition or electrochromic medium or the like, sandwiched
between the substrates 12, 14 and in contact with conductive
or semi-conductive layers 18, 20 (described below) estab-
lished at the cavity facing surfaces 125, 14a of the front and
rear substrates 12, 14, respectively. A perimeter seal 22 (such
as an epoxy seal material or the like) is applied between the
substrates to establish the cavity for the electrochromic
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medium and to adhere the substrates together. The perimeter
seal 22 includes a fill port 24 to flow the EC medium into the
interpane cavity during the filling process that fills the cavity
with the electro-optic medium 16, as discussed below. The
formed electrochromic mirror cells are shaped for utilization
in a complete automotive electrochromic rearview mirror
assembly, such as the types described in U.S. Pat. Nos.
6,595,649; 6,648,477, 6,154,306, 5,610,756; 5,406,414 and/
or 5,253,109, which are hereby incorporated herein by
reference in their entireties.

As shown in FIG. 2, the reflective element assembly or
cell 10 includes front substrate 12 and rear substrate 14, with
the electro-optic medium 16 (such as an electrochromic
medium) disposed therebetween (and sealed or contained
within the interpane cavity between the glass substrates 12,
14 via the perimeter seal 22). The front substrate 12 has a
front or first surface 124 (that faces generally towards a
driver of a vehicle when the mirror assembly is normally
mounted in the vehicle) and a rear or second surface 125,
with a transparent conductive coating 18 (such as an indium
tin oxide (ITO) coating or the like) established at second
surface 125, while the rear substrate 14 has a front or third
surface 14a (facing the interpane cavity and electro-optic
medium disposed between the front and rear substrates) and
a rear or fourth surface 145, with a metallic reflector coating
20 (such as a transflective display-on-demand reflector coat-
ing that is partially transmissive of light therethrough and
partially reflective of light incident thereon) established at
third surface 14a.

Mirror reflective elements or cells are filled under vacuum
with no back pressure or pressurizing of the filling chamber
so no polymethylmethacrylate (PMMA) beads are needed
(since there is no inward pressure on the substrates that may
lead to collapsing of the cell due to the pressure differential
that occurs between the filling chamber and the interpane
cavity during known vacuum filling processes). There is no
change in DI after fill due to pressure differential on the cell.
By switching to a fill process that does not require PMMA
beads, the potential benefits may be substantial. Some of
these benefits are obvious and some indirect benefits may be
even more significant, such as reducing the thickness of the
conductive coatings on the second and third surfaces. This is
possible because the increase in the cell gap (interpane
spacing) then becomes significantly easier without the use of
PMMA beads. This increase in cell gap can compensate for
less conductive coatings.

For smaller sized mirror reflective elements, such as for
interior rearview mirror assemblies, such beads may not be
needed during the conventional or known vacuum filling
processes. However, for larger sized mirror reflective ele-
ments, such as for many exterior rearview mirror assem-
blies, beads are typically required to limit or avoid collaps-
ing of the cell during the application of the pressure
differential between the pressurized chamber and the vacu-
umed interpane cavity.

The present invention provides a gravity fill (or slightly
pressurized fill) process where the electrochromic fluid is
filled into the interpane cavity through the fill port that,
during the filling process, is positioned at an upper end of the
cell. The interpane cavity to be filled does not include any
beads (however, beads may still be used in the seal material
to establish the desired interpane spacing between the glass
substrates), because the filling process is done without
pressurizing the filling chamber (or venting the chamber to
atmosphere), so there is no pressure differential (or little
pressure differential) created between the vacuumed and
empty interpane cavity and the chamber that houses the cell
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4

during the filling process. The empty cell is placed in a
filling chamber (such as at a fixture where a filling crucible
is disposed at an upper portion of the cell where the fill port
is located) so that the inside of the cell is vacuum and outside
of the cell is vacuum. The electrochromic fluid is then
provided at the fill port and poured into the vacuumed
interpane cavity. Because such a gravity feed is slow, the
fluid supply may be slightly pressurized to increase the fill
speed (such as by slightly pressurizing the line that feeds the
fluid to the crucible). During the gravity filling process, the
glass substrates may flex or bow outwards as the cell cavity
is filled with fluid (with the pressurized filling process, there
may more of a pressure differential between the interpane
cavity of the cell and the filling chamber), whereby the filled
cell may require further processing to correct for any double
image (DI) of the filled (or slightly overfilled) cell (where a
double image may occur due to the glass substrates being
non-flat or non-parallel to one another, such as when one or
both substrates bows inward or outward relative to the
interpane cavity), as discussed below.

Filling from the top of the cell in accordance with the
present invention may utilize a crucible that seals at the cell
to limit leaking of fluid during the gravity filling (or slightly
pressurized filling) of the cell cavity. Optionally, for
example, the crucible may be coupled to the cell (at the fill
port) with a soft silicone gasket or seal or the like. The
electrochromic fluid flows into the cell without any pressure
outside of the cell, so no plastic beads are needed inside the
cell. After the cell is filled, the filling chamber may be
pressurized or vented to atmosphere, whereby there is no
pressure differential at the fill port and at the glass substrates
of the filled cell.

During the top fill process of the present invention, the
cells are filled in a chamber, with the center region of the
cells bulging slightly outward during the filling process
instead of slightly collapsing inward. Thus, in the top fill
process, the cells may have some DI, but the DI is not due
to the cell collapsing but actually is because the cell has
expanded as it is filled. The DI can be corrected either inside
or outside of the filling chamber and via any suitable means,
such as by removing the filled (and slightly expanded) cell
from the chamber and laying it flat on one substrate or side
so that any excess fluid in the cell naturally comes out of the
cell. This outflow of fluid is due to the weight of the fluid and
the weight of the glass.

When a cell is filled from the top, the cell naturally
expands as the fluid flows into the cell cavity. This happens
again due to the weight of the fluid and the flexibility in the
glass and the height of the mirror. This may be a greater
problem when the glass substrates are thinner and less of a
problem when the glass substrates are thicker.

For example, and as shown in FIG. 3, an electrochromic
reflective element 10 may have a fill port 24, whereby a
crucible 26, such as a gravity fill crucible, is disposed at the
fill port 24, with the fill port and crucible being positioned
at an uppermost portion of the reflective element or cell
during the filling process. A soft gasket 28 is provided
between the crucible or filling element 26 and the reflective
element 10, and seals the outlet port of the crucible relative
to the fill port of the reflective element, whereby fluid
provided in the reservoir 26a of the crucible 26 flows
through the outlet port 265 of the crucible and through the
passageway of the gasket 28 and into the fill port 24 of the
reflective element 10 and into the interpane cavity of the
reflective element to fill the cell or element with the elec-
trochromic medium or fluid.
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Optionally, and as shown in FIG. 4, an electrochromic
reflective element 10 may have a fill port 24, whereby a
pressure fill crucible 126 is disposed at the fill port 24, where
the fill port and crucible may be positioned at an uppermost
portion of the reflective element or cell during the filling
process. A soft gasket 128 is provided between the crucible
or filling element 126 and the reflective element 10, and
seals the outlet port of the crucible relative to the fill port of
the reflective element. During the slightly pressurized filling
process, fluid is provided from a pressurized fluid reservoir
130 to a tubing 132 (which may have a valve or the like to
open and close the tubing), which is connected to a pas-
sageway 126a of the crucible 126, such that the fluid flows
through the tubing 132 and through the passageway 126a to
the outlet port 1265 of the crucible and through the pas-
sageway of the gasket 128 and into the fill port 24 of the
reflective element 10 and into the interpane cavity of the
reflective element to fill the cell or element with the elec-
trochromic medium or fluid.

Because beads are not needed in the interpane cavity of
the cell that is being filled, the filling process of the present
invention is capable of filling larger sized cells, such as
larger cells for larger exterior rearview mirror assemblies or
even larger electrochromic windows or sunroofs or the like,
such as electro-optic or electrochromic windows for vehicles
or aircraft or the like. Also, because beads are not included
in the interpane cavity, the filled cell does not need the
heating process to dissolve such beads, as is typically
required in conventional cell manufacturing processes. The
present invention is thus suitable for larger area electro-optic
reflective element cells, such as cells having an electrochro-
mically active surface area of at least about 130 m” or
thereabouts. Also, or otherwise, the present invention is
suitable for electro-optic reflective element cells having
thicker interpane spacings, such as interpane spacings or
gaps greater than about 125 microns, more preferably
greater than about 150 microns, and more preferably greater
than about 175 microns or thereabouts.

Because beads are not included in the interpane cavity, the
substrates, when mated together and adhered together via
the perimeter seal, may be pressed together only along the
seal or periphery of the cell, in order to avoid pressure being
applied at the substrates at the interpane cavity region. This
process is applicable to making flat and convex and aspheric
mirror reflective elements. The removal of PMMA beads (or
the non-inclusion of such beads) results in the desire or need
to apply pressure at the substrates at and along the seal only.
When beads are present, the entire mirror surface can be put
under pressure. However, with no PMMA beads present in
the interpane cavity, the pressure would only need to be put
on the perimeter of the cell so as to avoid collapsing the
center of the mirror reflective element while the perimeter
seal cures. After the seal is cured, the empty cell is then filled
via the gravity or pressure fill process described herein.

Because there is no pressure differential applied to the
glass during the filling process of the present invention, the
glass substrates may be thinner (as compared to glass
substrates of similar sized reflective elements formed via
conventional processes). Moreover, when making larger
cells, the conductive coatings typically have to be disposed
as thicker coatings or have to comprise higher conductivity
materials to achieve uniform coloring of the cell. However,
because the filling process of the present invention does not
include interpane cavity beads and does not include a
pressure differential at the glass substrates of the empty cell
(and because the substrates may be mated together and the
seal cured without pressure against the substrates inboard of
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the seal), the cells can be made with a larger interpane gap
or spacing, such that the electrochromic medium disposed in
the interpane cavity may be thicker, which results in
enhanced coloring and/or more uniform coloring of the
electrochromic medium (when the medium is darkened or
colored or energized). Such an approach may allow the
conductive coatings at the surfaces of the glass substrates to
be substantially thinner and/or to comprise a lower conduc-
tivity material. The additional fluid used to fill the larger
cavity costs little compared to the potential savings in the
material costs and in the reduction in thickness of the
conductive coatings.

The gravity or slight pressure filling process of the present
invention thus makes the filling of cells easier, and provides
for enhanced plugging of the fill port after the cell is filled.
This is because the fluid provided at the fill port is controlled
or supplied in a controlled manner, such that the correct
amount is provided in the cell and subsequent filling of the
fill port is limited or substantially precluded. Also, when
filling the cell from the top, there is a significant reduction
in waste of electrochromic fluid. Moreover, because the fluid
dispensed from the top of the cell does not come into contact
with the face of the mirror cell, the present invention
eliminates the need for a cleaning step to remove fluid from
the outer glass surfaces after the filling process, as is
typically required during conventional vacuum filling pro-
cesses.

As discussed above, for a gravity feed filling process, the
fill cavity can be positioned vertically such that the fill port
is pointing up (or at the uppermost portion of the fixtured
element or cell). However, with the forced filling or pres-
surized filling, the interpane cavity and reflective element
can be arranged or fixtured in any orientation. This can be
done since there is a positive seal against the edge of the
mirror substrates and arranging the entire system in a
horizontal position would not affect the fill process. Option-
ally, it may be advantageous to fixture the cell in a horizontal
or flat orientation, since the weight of the fluid filling the
cavity would not cause the mirror glass substrates to bulge
out as it may when the mirror is held in a vertical position.
Optionally, the fixtured mirror may be held at an angle (such
as, for example, about a 45 degree angle or thereabouts),
such that, if the fluid ever drips after the crucible is taken off
the filled mirror element, the fluid will not drip onto the face
of the filled mirror reflective element.

Thus, the potential benefits of the mirror reflective ele-
ment or cell or process of the present invention include:

Improved DI (cells are filled with little or no pressure
differential);

No clumping or stacking beads which means improved
DI,

No sieving or dispensing of PMMA beads;

Improved cleanliness in the clean room;

Improved cleanliness in the fill process (reduced concerns
about debris falling off the cells into the crucible since
the cells are being filled from the top; optionally, a filter
may be incorporated into the crucible);

No bead residue which can remain in the mirror if the
beads do not fully dissolve;

No oven bake because there are no beads in the filled
cavity to dissolve (parts can be made to cure as inside
mirrors);

The possibility of shipping uncured parts will go down,
which means reduced concerns about seal damage at
the assembly plants when the parts are assembled into
the mirror housings;
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Parts can be blown off with N, just prior to mating which
cannot be done when PMMA beads are present;

More glass can be discarded further upstream since in the
absence of beads, glass defects are easier to see;

Parts with bubbles can be topped up again in the second
fill cycle (they do not have to be discarded);

The mirror reflective elements can have a thicker cell gap
and have less conductive coatings thus reducing the
associated cost of conductive coatings; and/or

The switch to thinner coatings has its own range of
benefits (more uptime, less PM on the coater and/or the
like).

As shown in FIGS. 3-5, example crucibles for filling cells
from the top may include the different styles of crucibles
shown in FIGS. 3-6. Some (such as crucibles 26 and 26') are
for gravity fed filling (FIGS. 3, 5 and 6) and one can be
pressurized (such as crucible 126 of FIG. 4). The mirror
reflective elements can be filled with gravity alone but the
fill can take anywhere from five minutes to ten minutes for
larger cells. Increasing the cell gap would help but the
gravity feed would require a batch filling system. The same
overall cycle time may then be achieved since venting can
be done faster. Optionally, the present invention provides a
crucible (FIG. 4) where the fluid can be slightly pressurized.

The crucibles are capable of filling cells from the top of
the cell with no PMMA beads inside the cell. As shown in
FIG. 6, the crucible 26 includes a channel or outlet port 265
connecting the top reservoir 26a to the fill port of the
reflective element, which may be partially received in a
receiving portion 26¢ of the crucible 26. A soft gasket is
applied to the cell and is disposable but it could be built into
the crucible (such as at or in the receiving portion 26¢). This
significantly reduces the fill time from about ten minutes to
about two to three minutes. Optionally, the crucible may be
made with Teflon.

The present invention provides a process of manufactur-
ing a reflective element or cell that has a seal on the thinnest
mirror (which is about 3.3 mm thick) and where the fluid can
be slightly pressurized to improve the fill cycle.

Optionally, the fill time can be improved to the point
where the fill process may be a one piece fill process (where
a single cell is placed in a smaller vacuum chamber and
filled). Also, the system may include a lift mechanism at the
fixture such that the system can make and break the seal
(between the crucible and the cell) under vacuum. In the
illustrated embodiment of FIG. 4, the electrochromic fluid or
medium is pumped down into the cell via the attached tubing
that flows from a fluid reservoir (under pressure) through a
valve and through a crucible that is sealed at the fill port of
the electrochromic cell via a sealing element or soft gasket
(with a hole therethrough). The gasket seals the crucible
relative to the electrochromic cell and allows fluid flow from
the tubing or crucible through a passageway or hole of the
gasket and into the fill port and cell. The fill tube thus
attaches to the crucible, which presses against the gasket at
the edge of the cell to allow for pressurization of the fluid
during the filling process. This slight pressure on the fluid
improves the fill cycle time.

The rear or second surface 125 of front substrate 12 may
include one or more transparent electrically conductive
layers (such as an indium tin oxide (ITO) layer, or a doped
indium tin oxide layer or any other transparent electrically
semi-conductive layer or coating or the like (such as indium
cerium oxide (ICO), indium tungsten oxide (IWO), or
indium oxide (IO) layers or the like or a zinc oxide layer or
coating, or a zinc oxide coating or the like doped with
aluminum or other metallic materials, such as silver or gold
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or the like, or other oxides doped with a suitable metallic
material or the like, or such as disclosed in U.S. Pat. No.
7,274,501, which is hereby incorporated herein by reference
in its entirety) thereat. The coated rear surface 1256 defines
the active EC area 12¢ of the front substrate within the
perimeter seal 22. The front or third surface 14a may include
one or more transparent semi-conductive layers (such as an
ITO layer or the like), and/or one or more metallic electri-
cally conductive layers (such as a layer of silver, aluminum,
chromium or the like or an alloy thereof), and may include
multiple layers such as disclosed in U.S. Pat. Nos. 7,274,
501; 7,184,190 and/or 7,255,451, which are hereby incor-
porated herein by reference in their entireties. The reflective
element assembly 10 thus may comprise a third surface
transflective element assembly or cell, whereby the reflec-
tive layer or surface is disposed at the third surface of the cell
or at the front surface of the rear reflective element substrate
for viewing by a driver of the vehicle. The third surface 14a
defines the active EC area or surface of the rear substrate
within the perimeter seal 22. The coated third surface 14a
may also be coated to define a tab-out region (such as by
utilizing aspects of the mirror assemblies described in U.S.
Pat. Nos. 7,274,501; 7,184,190 and/or 7,255,451, which are
hereby incorporated herein by reference in their entireties)
for providing electrical connection of the conductive layers
20 to an electrical clip of connector or bus-bar, such as the
types described in U.S. Pat. Nos. 5,066,112 and 6,449,082,
which are hereby incorporated herein by reference in their
entireties.

Optionally, the reflective element may include a metallic
perimeter band 28 around the perimeter of the reflective
element, such as by utilizing aspects of the reflective ele-
ments described in U.S. Pat. Nos. 7,626,749; 7,274,501,
7,184,190 and/or 7,255,451, and/or U.S. Publication No.
2006-0061008, which are hereby incorporated herein by
reference in their entireties. Optionally, the perimeter band
may comprise a chrome/chromium coating or metallic coat-
ing and may comprise a chrome/chromium or metallic
coating that has a reduced reflectance, such as by using an
oxidized chrome coating or chromium oxide coating or
“black chrome” coating or the like (such as by utilizing
aspects of the mirror assemblies described in U.S. Pat. Nos.
7,184,190 and/or 7,255,451, which are hereby incorporated
herein by reference in their entireties). Optionally, the mirror
reflective element may comprise a frameless reflective ele-
ment (such as a frameless exterior mirror assembly or a
frameless interior mirror assembly), such as by utilizing
aspects of the reflective elements described in U.S. Pat. Nos.
7,626,749; 7,360,932; 7,289,037; 7,255,451, 7,274,501 and/
or 7,184,190, and/or U.S. Publication Nos. 2006-0061008
and/or 2006-0050018, which are hereby incorporated herein
by reference in their entireties. Optionally, the reflective
element may comprise a frameless reflective element, such
as the types marketed as a prismatic or electrochromic
INFINITY™ mirror, such as are shown and/or described in
U.S. Des. Pat. Nos. D633,423; D633,019; D638,761 and/or
D647,017, and/or International Publication Nos. WO 2013/
071070; WO 2012/051500; WO 2010/124064 and/or WO
2011/044312, and/or U.S. Pat. Nos. 7,253,723 and/or 8,154,
418, which are hereby incorporated herein by reference in
their entireties.

As is known in the art, the perimeter seal material 22 is
established around the periphery of one of the substrates 12,
14, such as around the periphery of the rear substrate 14, and
circumscribes the substrate surface (such as the front surface
14a of the rear substrate). The perimeter seal 22 may be
dispensed with spacing elements (such as glass beads or the
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like) that establish and maintain the desired or appropriate
gap between the substrates 12, 14 when the substrates are
mated together so that the interpane cavity has a generally or
substantially uniform thickness or gap across the mirror
reflective element assembly or cell 10. The perimeter seal 22
and spacing elements are disposed or dispensed around the
substrate surface and the seal material 22 has a gap 24
between opposed terminal ends of the perimeter seal to
establish the fill port for filling the interpane cavity with the
electro-optic medium. The fill port may include a filter of the
types described in U.S. Publication No. US-2011-0299170,
which is hereby incorporated herein by reference in its
entirety.

The empty mirror cell may be filled as described above
and the fill process may include aspects of other interpane
cavity filling processes or means, and may utilize aspects of
the assemblies and systems described in U.S. Pat. No.
5,140,455, which is hereby incorporated herein by reference
in its entirety. For example, in the filling or backfilling
process, the empty cell is placed in a vacuum chamber along
with a container or crucible containing or connected to a
supply of the electro-optic medium fluid (such as electro-
chemichromic fluid or the like) that is intended to be filled
through the single fill hole or port into the cell cavity. The
chamber is evacuated to a high vacuum, such as 1 mm Hg
or better. The cell is placed at the crucible and the fluid is
supplied to the fill port at the upper end of the fixtured cell
to fill the cell with the electro-optic medium fluid. After the
cell cavity is filled, the fill port is plugged or sealed, such as
via a plugging process, where an epoxy or other suitable
material (such as a suitable UV curable adhesive or the like)
is established at and in the fill port and cured to seal the fill
port and seal the fluid within the interpane cavity.

In addition to filling under vacuum, the part can also be
plugged under vacuum. Also, because the plugging can be
done under vacuum, the plug can also be cured under
vacuum. Thus, the part can go into a chamber as an empty
cell and come out as a filled and plugged cell. The process
of injecting the plug seal into the fill port may be the same
as injecting SPM or electrochromic fluid into the mirror cell.
This means there could be two dispensing heads in the fill
chamber. One that feeds the fluid into the mirror cavity and
the other that feeds in the plug seal after the cavity is filled
with fluid. The curing of the plug may be done using a fiber
optic cable and a UV light source or the like. The coupling
from outside the chamber to inside the vacuum chamber
may be done using a quartz rod and conventional vacuum
fittings or the like.

Therefore, the present invention provides a top-fill of a
mirror reflective element or cell that does not include
establishing a pressure differential between the interpane
cavity of the cell and the chamber at which the cell is
positioned for filling. The method of making or forming the
reflective element assemblies in accordance with the present
invention includes providing a substrate and establishing or
dispensing a perimeter seal material along the periphery of
a surface of the substrate to substantially circumscribe the
perimeter region of the substrate surface, with a gap between
opposed terminal ends of the seal material. For example, an
uncured adhesive seal material, such as an uncured epoxy
material or the like, may be applied to the surface of the
substrate (such as, for example, the rear substrate of the
mirror cell) along the perimeter region of the surface of the
mirror shape or substrate. The other substrate (such as, for
example, the front cut shape or substrate) is superimposed
upon the rear substrate and spaced therefrom by the applied
uncured material (with spacing elements or beads disposed
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therein) and is mated with the first substrate to assemble the
substrates together. The uncured adhesive material is then
cured, such as by heating, to adhere the shapes or substrates
together and to space the glass sheets or substrates apart a
desired amount to define the appropriate interpane cavity or
spacing. An electrolyte or monomer composition is then
filled into the interpane cavity or cavities via the fill port
provided in the perimeter material or seal, such as via a
gravity fill or slightly pressurized fill process. Optionally,
aspects of the present invention may be suitable for appli-
cation to other devices or cells with filled interpane cavities,
such as, for example, display elements or devices (such as
liquid crystal display (LCD) devices or backlit thin film
transistor (TFT) and/or the like.

As discussed above, the rearview mirror reflective ele-
ment assembly of the present invention comprises an elec-
tro-optic or electrochromic reflective element assembly or
cell, such as an electrochromic mirror reflective element
assembly with coated substrates that are coated utilizing
principles disclosed in commonly assigned U.S. Pat. Nos.
7,310,178, 7,274,501; 7,255,451, 7,195,381; 7,184,190;
6,690,268; 5,140,455; 5,151,816, 6,178,034; 6,154,306;
6,002,544, 5,567,360; 5,525,264; 5,610,756; 5,406,414,
5,253,109; 5,076,673; 5,073,012; 5,117,346; 5,724,187,
5,668,663; 5,910,854; 5,142,407 and/or 4,712,879, which
are hereby incorporated herein by reference in their entire-
ties, and/or as disclosed in the following publications: N. R.
Lynam, “FElectrochromic Automotive Day/Night Mirrors”,
SAE Technical Paper Series 870636 (1987); N. R. Lynam,
“Smart Windows for Automobiles”, SAE Technical Paper
Series 900419 (1990); N. R. Lynam and A. Agrawal, “Auto-
motive Applications of Chromogenic Materials”, Large Area
Chromogenics: Materials and Devices for Transmittance
Control, C. M. Lampert and C. G. Granquist, EDS., Optical
Engineering Press, Wash. (1990), which are hereby incor-
porated by reference herein in their entireties. Optionally,
the electrochromic circuitry and/or a glare sensor (such as a
rearward facing glare sensor that receives light from rear-
ward of the mirror assembly and vehicle through a port or
opening along the casing and/or bezel portion and/or reflec-
tive element of the mirror assembly) and circuitry and/or an
ambient light sensor and circuitry may be provided on one
or more circuit boards of the mirror assembly that receives
or incorporates the mirror reflective element assembly or
cell constructed in accordance with the present invention.

Although such transflective reflective element assemblies
are capable of transmitting the illumination or display infor-
mation through the assembly, it is sometimes desirable to
provide a window in the metallic reflective coating through
which the display information or illumination may be trans-
mitted. Typically, such windows in the reflective coating of
transflective reflective element assemblies are desirable for
a glare sensor (such as a photo sensor or the like, such as a
glare sensor and/or an ambient light sensor and electrochro-
mic automatic dimming circuitry described in U.S. Pat. Nos.
4,793,690; 5,193,029 and/or 7,004,593, which are all hereby
incorporated herein by reference in their entireties) or the
like to be positioned at, in order to allow substantial trans-
mission of light from the rear of the mirror assembly or
vehicle through the reflective element assembly to the glare
sensor positioned within the mirror assembly. The sensors
may comprise glare sensors or photo sensors (such as
sensors of the types described in U.S. Pat. Nos. 4,793,690,
5,193,029 and/or 7,004,593, which are all hereby incorpo-
rated herein by reference in their entireties), or touch or
proximity sensors (such as the sensors of the types described
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in U.S. Pat. No. 7,249,860, which is hereby incorporated
herein by reference in its entirety).

Typically, the material for the substrates comprises glass,
such as soda-lime glass or the like, but other materials, such
as polycarbonate or other polymeric materials may be uti-
lized without affecting the scope of the present invention.
The completed mirror cells or reflective element assemblies
include a front substrate and a rear substrate. The rear
substrate may have a reflective coating on its front surface
(toward the front substrate when the substrates are sand-
wiched together, and typically referred to as the third surface
of the mirror reflective element assembly), while the front
substrate may have a transparent semiconductive coating,
such as a coating of indium tin oxide (ITO) or doped indium
tin oxide or the like, on its rear surface (toward the rear
substrate when the substrates are sandwiched together, and
typically referred to as the second surface of the mirror
reflective element assembly).

Although shown as having generally flush edges, the cells
manufactured by the process of the present invention may
have generally or substantially flush edges or offset edges or
overhang regions or the like, while remaining within the
spirit and scope of the present invention, such as the types
of cells described in U.S. Pat. Nos. 7,274,501, 7,184,190
and/or 7,255,451, which are hereby incorporated herein by
reference in their entireties, or may have other forms or
shapes, such as the mirror shapes described in U.S. Pat. No.
7,110,156, and/or shown in U.S. Design Pat. Nos. D493,131
and/or D493,394, which are hereby incorporated herein by
reference in their entireties.

The method of the present invention provides an
enhanced assembly process for manufacturing an electro-
chromic mirror reflective element cell assembly, such as the
type shown in FIGS. 1 and 2 and described above. The
method or process may clean and coat individual cut glass
shapes or a large sheet of glass (such as soda lime glass or
other material, such as polycarbonate or the like) and
adheres coated sheets of glass together (or adheres coated
substrates to a sheet of multiple mirror shapes) before the
shapes or substrates or cells are scribed and broken out or cut
from the sheet or sheets, such as by utilizing aspects of the
mirror assembly processes described in U.S. Pat. No. 7,255,
451, which is hereby incorporated herein by reference in its
entirety.

After the coating (and laser etching if applicable) pro-
cesses, the glass sheet or substrate is conveyed or moved to
a dispensing process or dispenser, where an uncured adhe-
sive material, such as an epoxy seal material, may be
dispensed onto the pristine coated and cleaned surface of the
substrate. The sheet or substrate may be positioned at an
appropriate location in response to a computer aided camera
or vision or imaging system detecting the register marks and
the conveyor or automated or computer controlled robot or
robotic arm or the like positioning the sheet to align the
register marks with a predetermined location. The fixturing
and dispensing machine may find the register marks and
may dispense the uncured seal material in the desired
location and shape based on the marks. The uncured seal
material (and spacer beads or the like, such as glass beads or
the like, as is known in the mirror art) thus may be dispensed
onto the sheet or substrate or mirror shape. The seal material,
when cured, forms the cavity boundary for a plurality of
cells or mirror shapes.

Optionally, while the seal material mirror shapes are
dispensed or after the seal material mirror shapes are dis-
pensed, a plurality of portions of adhesive, such as drops or
spots or segments of a UV curable adhesive or the like, may
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be applied on the surface of the sheet (such as by an adhesive
dispenser) at areas outside of the seal material mirror shapes.
The portions may be dispensed or applied by the same
dispensing machine or by another dispenser, without affect-
ing the scope of the present invention. The UV curable
adhesive portions may be quickly cured (after the substrates
are mated together, as discussed below) via exposure to UV
light or via heat to adhesively secure the sheets together, as
described below. The UV curable adhesive may serve to
hold the substrates together until the epoxy seals are cured.

After the seal material (and optionally adhesive drops and
a fill port filter material) are dispensed onto or disposed at
the surface of the sheet or substrate, the sheet or substrate is
conveyed or moved to a coupling or mating station, where
the front glass sheet or substrate is positioned at and placed
onto the rear sheet or substrate, such as via an automated or
computer controlled robot or robotic arm or the like. The
front sheet or substrate may be processed in a similar manner
as described above for the rear sheet or substrate, or may be
supplied to the mirror manufacturer as pre-coated sheets or
pre-coated and pre-cut substrates, without affecting the
scope of the present invention. The front sheet or substrate
is cleaned and washed prior to coupling the sheet or sub-
strate with the rear sheet or substrate, so that the pristine
surface of the front sheet or substrate is clean and free of
debris and the like when the cell is assembled.

For example, the substrate surface of the front and/or rear
substrates may be initially coated with a transparent elec-
trically conductive coating, such as a low cost tin oxide
coating or the like, such as the types described in U.S. Pat.
Nos. 6,420,036; 6,245,262; 6,154,306 and/or 5,724,187,
which are hereby incorporated herein by reference in their
entireties. For example, a mirror assembly manufacturer
may purchase tin oxide-coated glass substrates or sheets,
such as sold by the LOF Glass division of Libbey-Owens-
Ford Co., Toledo, Ohio under the trade name of “TEC-
Glass” products, such as “TEC 10” (10 ohms per square
sheet resistance), “TEC 12” (12 ohms per square sheet
resistance), “TEC 15” (15 ohms per square sheet resistance)
and “TEC 20” (20 ohms per square sheet resistance) tin
oxide-coated glass and the like. Moreover, tin oxide coated
glass substrates, such as commercially available from Pitts-
burgh Plate Glass Industries, Pittsburgh, Pa. under the
“SUNGATE” trade name, may be advantageously employed
herein.

The rear sheet or substrate may be positioned at an
appropriate location (such as via the conveyor or an auto-
mated or computer controlled robot or robotic arm or the
like) in response to identification/recognition (such as by a
computer aided camera vision or imaging system) of register
marks or the like formed in the coated surface or via
identification/recognition of the edges of the cut and coated
substrate. The front sheet or substrate (with the ITO layer or
the like applied to its surface) may be supplied to the
coupling station from the washer, such that the front sheet or
substrate is cleaned just prior to the coupling of the sheets
together. The clean front sheet or substrate is then positioned
relative to the rear sheet or substrate and the epoxy seal, and
may be pressed into engagement with the epoxy seals and
UV curable glue dots. The sheets or substrates may be
positioned relative to one another in response to detection of
the register marks on one or both sheets or substrates and/or
by the detection of the edges or other characteristics or
physical attributes of the front sheet or substrate, such as
detection of flat portions or edges along the front shapes,
such as by a computer aided camera vision or imaging
system or the like. The automated robot may substantially
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uniformly press the sheets together, whereby the epoxy seal
material (and spacing elements or beads) provides the appro-
priate spacing between the sheets or substrates and defines
the cell cavity. The UV curable glue dots may be cured (such
as by exposure to UV light and/or heat or other means for
curing the quick curing adhesive) while the sheets or sub-
strates are pressed and held together at the desired spacing
(as provided by the spacer beads or the like in the epoxy
seal), such that the sheets or substrates are held at the
appropriate spacing. The assembled cell may then be con-
veyed to a checking station to check the seal width and
interpane cavity spacing and plug opening or fill port of the
mirror cell.

While the front shapes are pressed against the uncured
seal material, a quick curing adhesive, such as UV curable
adhesive or the like, may be applied in portions around or
partially around or spaced around the perimeter of the shape
and between the front shape and the rear shape (and outside
the perimeter seal material), and may be quickly cured (such
as by exposure to UV light following the application of the
adhesive). The UV curable adhesive may be applied and
cured to each shape separately as the shape is juxtaposed and
superimposed on the respective seal material of the rear
sheet, or may be applied and cured after the shape or
substrate is juxtaposed and superimposed on the respective
seal material shapes of the rear sheet or substrate. For
example, the UV curable adhesive may be applied in spots
or dots around the perimeter of a substrate, and a UV curing
device may follow the adhesive dispenser or applicator and
may emit UV light soon or substantially immediately after
the dots are applied to cure the UV curable adhesive and,
thus, adhere the respective shape or substrate to the rear
shape or substrate. The sandwiched shapes may then be
conveyed to the checking station to check the seal width and
interpane cavity spacing and plug openings.

The sandwich of substrates may then be moved to a curing
oven or fixture, which cures the epoxy seal material in a
known manner, such as heat curing at approximately 150
degrees C. or via other processes. After the seal material is
cured, the empty cell may then be filled, such as with an
electrolyte or monomer composition, and plugged at a filling
station (such as a vacuum filling station) such as described
above. The mirror cells may be loaded into the vacuum fill
chamber and filled and then removed and conveyed to a
plugging station, where an operator may remove the mirror
cell and plug the fill hole with a plug, such as a UV curable
adhesive or glue or the like. Optionally, the gap or fill port
may be plugged with a non-conductive seal or plug material,
such as a UV curable or heat curable seal or plug material
(such as described in U.S. Pat. Nos. 6,207,083; 5,724,187
5,233,461 and/or 5,142,407, which are hereby incorporated
herein by reference in their entireties), to substantially seal
the cell. After the hole is plugged, the cell is conveyed
through a UV curing area which may emit UV light or
radiation or energy to cure the UV curable adhesive plug,
and may then be conveyed to a cleaning station, where the
cell is cleaned.

Optionally, the filled and plugged and cured cell may then
receive an electrode clip, which may be glued to the cell with
a UV curable adhesive at a gluing station, and then may be
conveyed to a UV curing area to cure the UV curable
adhesive to adhere the clip to the cell. Optionally, the cell
may then be conveyed to a soldering station, where a wire
harness may be soldered to the electrode clip at the soldering
station in a known manner to complete the cell manufac-
turing. Optionally, a tab-out area and the electrode clips of
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the rear substrate may then be encapsulated via known
means at a tab-out coating/curing station.

The process of the present invention is equally suited for
interior or exterior reflective element assemblies, and for flat
substrates or convex or curved substrates or the like. Also,
the process of the present invention is suited for other
electro-optic or electrochromic elements or cells, such as
electro-optic windows or sunroofs or the like, having two
spaced apart glass substrates that define an interpane cavity
bounded by a perimeter seal, with the interpane cavity being
fillable with an electro-optic medium or fluid (in such
applications, the inner surfaces of the glass substrates are
coated with an electrically conductive film or coating or the
like, but the substrates may not have a reflective coating
disposed thereat). The fixturing and conveying processes are
substantially the same for any of these applications and/or
for different designs or shapes of interior or exterior appli-
cations, while the laser deletion (or masking) and seal
dispensing may be reconfigured or adjusted to accommodate
the different mirror shapes for the different applications.

Note that electrochromic mirror cells or reflective element
assemblies made such as by any of the processes of the
present invention can be included in complete mirror assem-
blies that include a variety of added-features, such as light-
ing, telematics functionality and electronics, such as are
disclosed in U.S. Pat. Nos. 7,657,052; 7,308,341, 7,195,381,

7,167,796; 7,004,593; 6,690,268; 6,477,464; 6,472,979,
6,445,287, 6,420,975; 6,294,989; 6,278,377, 6,243,003;
6,042,253; 5,938,321; 5,924,212; 5,813,745, 5,820,245,
5,669,698; 5,673,994; 5,671,996; 5,649,756, 5,632,092;
5,255,442; 5,178,448; 5,131,154; 4,937,945, 4,862,594;

4,807,096; 4,733,336 and/or 4,646,210, which are all hereby
incorporated herein by reference in their entireties.
Changes and modifications in the specifically described
embodiments may be carried out without departing from the
principles of the present invention, which is intended to be
limited only by the scope of the appended claims, as
interpreted according to the principles of patent law.

The invention claimed is:
1. A process for filling a variable reflectance vehicular
electro-optic rearview mirror reflective element assembly,
said filling process comprising:
providing an unfilled mirror cell comprising a front sub-
strate and a rear substrate joined by a perimeter seal;

wherein said front substrate has a first surface that gen-
erally faces a driver of a vehicle equipped with a mirror
assembly that incorporates said rearview mirror reflec-
tive element assembly;

said front substrate having a second surface opposite said

first surface, wherein said second surface of said front
substrate has a transparent electrically conductive coat-
ing disposed thereat;

wherein said rear substrate has a third surface and a fourth

surface, wherein said third surface has a conductive
coating disposed thereat;

wherein said perimeter seal is disposed between said front

and rear substrates, said perimeter seal spacing said
front and rear substrates apart and forming an interpane
cavity therebetween, wherein said perimeter seal has a
gap between terminal ends of said perimeter seal to
provide a fill port for said unfilled mirror cell when said
front and rear substrates are joined together;

said fill port allowing an electro-optic fluid to flow

therethrough during the filling process;
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wherein, during the filling process, said unfilled mirror
cell is fixtured in a vacuum chamber and oriented with
said fill port disposed at an upper portion of said
unfilled mirror cell;

wherein, during the filling process, the vacuum chamber

is evacuated placing said unfilled mirror cell under
negative pressure with no pressure differential between
said interpane cavity and the negative pressure of the
vacuum chamber;

wherein, during the filling process, a filling element is

disposed in the vacuum chamber at said fill port,
wherein said filling element comprises (i) a fluid res-
ervoir that receives electro-optic fluid and (ii) a channel
that provides fluid communication between said fluid
reservoir and said fill port;

wherein, during the filling process, a compressible sealing

element having a passageway therethrough is disposed
between said filling element and said unfilled mirror
cell;
wherein, during the filling process, said filling element
substantially seals at said unfilled mirror cell around
said fill port via said compressible sealing element;

wherein, during the filling process, electro-optic fluid
flows from a reservoir through said channel of said
filling element and through said passageway of said
compressible sealing element and through said fill port
of said unfilled mirror cell to fill said interpane cavity
with said electro-optic fluid;
wherein, during the filling process, the electro-optic fluid
flows through said fill port to fill said interpane cavity
via one of (i) gravity feed and (ii) pressurized filling;

wherein, during the filling process, said interpane cavity
is filled with said electro-optic fluid without use of
beads disposed in said interpane cavity; and

wherein, after said interpane cavity is filled with said

electro-optic fluid and while the filled mirror cell is still
in the vacuum chamber and under negative pressure,
said filling element and said compressible sealing ele-
ment are removed from the filled mirror cell, and said
fill port is plugged.

2. The filling process of claim 1, wherein said electro-
optic fluid comprises an electrochromic fluid.

3. The filling process of claim 1, wherein, during the
filling process, the electro-optic fluid flows through said fill
port to fill said interpane cavity via gravity feed.

4. The filling process of claim 3, wherein said unfilled
mirror cell is fixtured with said fill port at an upper region
of said mirror cell.

5. The filling process of claim 4, wherein said compress-
ible sealing element comprises a compressible ring having
said passageway therethrough and wherein, during the fill-
ing process, said passageway is generally aligned between
said channel and said fill port.

6. The filling process of claim 1, wherein said filling
element comprises polytetrafluoroethylene (PTFE).

7. The filling process of claim 1, wherein, during the
filling process, the electro-optic fluid flows through said fill
port to fill said interpane cavity via pressurized filling.

8. The filling process of claim 7, wherein said filling
element comprises (i) a tube port that receives a tube that
provides pressurized electro-optic fluid and (ii) a channel
that provides fluid communication between said tube port
and said fill port.

9. The filling process of claim 8, wherein said compress-
ible sealing element comprises a compressible ring having
said passageway therethrough and wherein, during the fill-

10

15

20

25

30

35

40

45

50

55

60

65

16

ing process, said passageway is generally aligned between
said channel and said fill port.
10. The filling process of claim 8, wherein said filling
element comprises polytetrafluoroethylene (PTFE).
11. A filling process for filling a variable reflectance
vehicular electro-optic rearview mirror reflective element
assembly, said filling process comprising:
providing an unfilled mirror cell comprising a front sub-
strate and a rear substrate joined by a perimeter seal;

wherein said front substrate has a first surface that gen-
erally faces a driver of a vehicle equipped with a mirror
assembly that incorporates said rearview mirror reflec-
tive element assembly;

said front substrate having a second surface opposite said

first surface, wherein said second surface of said front
substrate has a transparent electrically conductive coat-
ing disposed thereat;

wherein said rear substrate has a third surface and a fourth

surface, wherein said third surface has a conductive
coating disposed thereat;

wherein said perimeter seal is disposed between said front

and rear substrates, said perimeter seal spacing said
front and rear substrates apart and forming an interpane
cavity therebetween, wherein said perimeter seal has a
gap between terminal ends of said perimeter seal to
provide a fill port for said mirror reflective element
assembly when said front and rear substrates are joined
together;

said fill port allowing an electro-optic fluid to flow

therethrough during the filling process;

wherein, during the filling process, said unfilled mirror

cell is fixtured in a vacuum chamber and oriented with
said fill port disposed at an upper portion of said
unfilled mirror cell;

wherein, during the filling process, the vacuum chamber

is evacuated placing said unfilled mirror cell under
negative pressure with no pressure differential between
said interpane cavity and the negative pressure of the
vacuum chamber;

wherein, during the filling process, a filling element is

disposed in the vacuum chamber at said fill port,
wherein said filling element comprises (i) a fluid
receiver that receives electro-optic fluid and (ii) a
channel that provides fluid communication between
said fluid receiver and said fill port;

wherein, during the filling process, a compressible sealing

element having a passageway therethrough is disposed
between said filling element and said unfilled mirror
cell;

wherein, during the filling process, said filling element

substantially seals at said unfilled mirror cell around
said fill port via said compressible sealing element;

wherein said compressible sealing element comprises a

compressible ring having a passageway therethrough
with said passageway generally aligned between said
channel and said fill port;

wherein, during the filling process, electro-optic fluid

flows from a reservoir through said channel of said
filling element and through said passageway of said
compressible sealing element and through said fill port
of said unfilled mirror cell to fill said interpane cavity
with said electro-optic fluid;

wherein, during the filling process, the electro-optic fluid

flows through said fill port to fill said interpane cavity
via one of (i) gravity feed and (ii) pressurized filling;
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wherein, during the filling process, said interpane cavity
is filled with said electro-optic fluid without use of
beads disposed in said interpane cavity; and
wherein, after said interpane cavity is filled with said
electro-optic fluid and while the filled mirror cell is still
in the vacuum chamber and under negative pressure,
said filling element and said compressible sealing ele-
ment are removed from the filled mirror cell, and said
fill port is plugged.
12. The filling process of claim 11, wherein said electro-
optic fluid comprises an electrochromic fluid.
13. The filling process of claim 11, wherein said unfilled
mirror cell is fixtured with said fill port at an upper region
of said mirror cell.
14. The filling process of claim 11, wherein said filling
element comprises polytetrafluoroethylene (PTFE).
15. A filling process for filling a variable reflectance
vehicular electro-optic rearview mirror reflective element
assembly, said filling process comprising:
providing an unfilled mirror cell comprising a front sub-
strate and a rear substrate joined by a perimeter seal;

wherein said front substrate has a first surface that gen-
erally faces a driver of a vehicle equipped with a mirror
assembly that incorporates said rearview mirror reflec-
tive element assembly;

said front substrate having a second surface opposite said

first surface, wherein said second surface of said front
substrate has a transparent electrically conductive coat-
ing disposed thereat;

wherein said rear substrate has a third surface and a fourth

surface, wherein said third surface has a conductive
coating disposed thereat;

wherein said perimeter seal is disposed between said front

and rear substrates, said perimeter seal spacing said
front and rear substrates apart and forming an interpane
cavity therebetween, wherein said perimeter seal has a
gap between terminal ends of said perimeter seal to
provide a fill port for said mirror cell when said front
and rear substrates are joined together;

said fill port allowing an electrochromic fluid to flow

therethrough during the filling process;

wherein, during the filling process, said unfilled mirror

cell is fixtured in a vacuum chamber and oriented with
said fill port disposed at an upper portion of said
unfilled mirror cell;
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wherein, during the filling process, the vacuum chamber
is evacuated placing said unfilled mirror cell under
negative pressure with no pressure differential between
said interpane cavity and the negative pressure of the
vacuum chamber;

wherein said unfilled mirror cell is fixtured with said fill

port at an upper region of said mirror cell;

wherein, during the filling process, a filling element is

disposed in the vacuum chamber at said fill port,
wherein said filling element comprises (i) a fluid
receiver that receives electrochromic fluid and (ii) a
channel that provides fluid communication between
said fluid reservoir and said fill port;

wherein, during the filling process, said filling element

substantially seals at said unfilled mirror cell around
said fill port via a compressible sealing element that
circumscribes said fill port;
wherein, during the filling process, electro-optic fluid
flows from a reservoir through said channel of said
filling element and through a passageway of said com-
pressible sealing element and through said fill port of
said unfilled mirror cell to fill said interpane cavity with
said electro-optic fluid;
wherein, during the filling process, the electro-optic fluid
flows through said fill port to fill said interpane cavity
via one of (i) gravity feed and (ii) pressurized filling;

wherein, during the filling process, said interpane cavity
is filled with said electro-optic fluid without use of
beads disposed in said interpane cavity; and

wherein, after said interpane cavity is filled with said

electro-optic fluid and while the filled mirror cell is still
in the vacuum chamber and under negative pressure,
said filling element and said compressible sealing ele-
ment are removed from the filled mirror cell, and said
fill port is plugged.

16. The filling process of claim 15, wherein, during the
filling process, the electro-optic fluid flows through said fill
port to fill said interpane cavity via gravity feed.

17. The filling process of claim 15, wherein, during the
filling process, the electro-optic fluid flows through said fill
port to fill said interpane cavity via pressurized filling, and
wherein said fluid receiver receives a tube that provides
pressurized electrochromic fluid.

18. The filling process of claim 15, wherein said filling
element comprises polytetrafluoroethylene (PTFE).
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